A three-dimensional model of a circular casting mold with a vibrating nucleus generator was established, and the characteristics of temperature and flow fields during the solidification process of ferritic stainless steel Cr17 in the casting mold were analyzed using finite element and finite difference methods. A standard k-ε turbulent current model was adopted to simulate the temperature field, and a standard k-ε model in Reynolds-averaged Navier-Stokes equations (RANS) was employed to deal with the flow field. The temperature field diffuses outward with a positive temperature gradient. Low degrees of undercooling can prevent solidified shells from forming rapidly on the surface of the nucleus generator. The temperature perpendicular to the direction of vibration is lower than that in the direction of vibration. The flow field exhibits a heart-shaped distribution and spreads gradually outward. The uniform distribution of grains can be achieved at three different frequencies of vibration. The results show that the degree of undercooling affects the distribution of the temperature field while the frequency of vibration affects the flow field significantly. Under the conditions of undercooling of 540 K and vibration frequency of 1000 Hz, the region perpendicular to the vibration direction of the nucleus generator is the optimum area for equiaxed crystal formation.
Introduction
As a resource-saving material, ferrite stainless steel may replace the relatively expensive austenitic stainless steel. However, wrinkles and even crack defects that appear during the following plastic forming process reduce the mechanical properties and then restrict the wide application of a ferrite stainless steel rolled sheet. This is an effective method to improve the forming defects by promoting the formation of equiaxed grains during the solidification process of ferrite stainless steel. In recent years, based on the nucleation theory of solidification process, a new vibration-excited liquid metal nuclear technique has been proposed [1] . A chilling generator with vibration is inserted into a superheated liquid metal, crystals nucleate and grow on the chilling surface of the generator, and the growing grains are stripped and ejected into the melt due to vibration [2] . The grain fragments form the sources of equiaxed nucleation during the subsequent solidification process.
However, the solidification of ferrite stainless steel is a high temperature thermoforming process. The coupling effects of temperature and flow field are very important for the formation and growth of equiaxed grains during solidification. However, it is difficult to obtain scientific results through real-time observation and measurement [3, 4] . Therefore, the numerical simulation of temperature and flow field in the solidification process is of great significance [5] .
Every flow problem must satisfy the continuity equation. The physical meaning of this is that the increase in the mass of the control unit is equal to the mass of the other control units flowing into the control unit. The continuity equations for the fluid flow are given as follows [16] : 
The flow of liquid metal can be defined as the unsteady flow of the incompressible viscous fluid in this paper. The density of the liquid metal changes with temperature, and the temperature is a function of time, so the density of the liquid metal changes with time. In this work, since the density of the liquid metal does not change significantly with time, the density of the liquid metal is set to a certain value, so that the value of ∂ρ ∂t is 0. The continuity equation can be simplified as follows:
where u x , u y , and u z (m/s) are the velocity components in the three directions of x, y, and z, respectively;
ρ (kg/m 3 ) and t (s) are the density and times. is the vector differential operator. ∇ = ∂ ∂x i + ∂ ∂y j + ∂ ∂z k. For a given fluid micro-element, the rate of change of momentum versus time is equal to the sum of the various forces acting on the fluid micro-element, which is the momentum equation. The system can be simulated by the mathematical expressions as follows: (6) where P (Pa) is the pressure of the fluid, µ (Pas) is the dynamic viscosity, and g (m/s 2 ) is the acceleration of gravity. The structure of the above mathematical expressions can be understood as: Inertia f orce = pressure + gravity + viscous. Its essence is Newton's second law. F = ma. m (kg) is the mass of the forced object, a (m/s 2 ) is the acceleration of the forced object, F (N) is the resultant force of the forced object. Heat transfer is the interaction of thermal and hydrodynamic fields [17] . In addition to satisfying the continuity equation and the momentum equation, the flow system with heat exchange must also satisfy the energy equation, which is essentially the first law of thermodynamics. The system can be simulated by the energy equation as follows:
where E (J/kg) is the total energy of the fluid micro-element, including the sum of the internal energy, kinetic energy, and potential energy
Here, h (J/kg) is the enthalpy, while h j (J/kg) is the enthalpy of component j.
is the effective heat transfer coefficient and k t is the turbulent heat transfer coefficient determined according to the turbulence model used. k is the material constant. J j is the diffusion flux of component j. S h is a chemical heat source and can represent other user-defined volumetric heat source items.
Based on the formulas derived from the thermodynamic parameters of stainless steel in [18] , the thermodynamic parameters of Cr17 at a casting temperature of 1813 K were calculated in this paper. 
Thermal Conductivity/(Wm
The thermodynamic parameters of steel include density, specific heat, thermal conductivity, and initial temperature, as shown in Table 1 . 
Simulation Parameters Determination
The temperature field model is an unsteady turbulence model. The velocity field of melt under vibration conditions is simulated numerically by the standard k-ε model in Reynolds-averaged Navier-Stokes equations (RANS). The standard double equation model was adopted, and the standard near-wall function was used to treat the near wall followed by the open energy equation and solidification melting model. The wall of the mold and the wall of the crystal nuclear generator are all boundary conditions and are set as the "wall" boundary. When opening the moving mesh model and using the spring smoothing method, the spring factor is set to zero. In general, the time step size is at least 1/6 of the vibration period to capture the details of the simulation process. Due to the high vibration frequency in this paper, considering the calculation amount and the solution efficiency, the time step was set as 1/6 of the vibration period, namely 0.0001 s. Other settings such as calculation methods use default settings.
Simulation Process
Using Fluent software, the control differential equations were discretized with the finite element method. In this paper, solid modeling is completed with the Gambit software and then imported into software through the Fluent interface to calculate. The three-dimensional model is shown in Figure 1 . The origin of the model is the center of the crystal generator. The dimensions of the generator were 60 mm in height and 15 mm in diameter, while the dimensions of the casting mold were 100 mm in height and 50 mm in diameter. step size is at least 1/6 of the vibration period to capture the details of the simulation process. Due to the high vibration frequency in this paper, considering the calculation amount and the solution efficiency, the time step was set as 1/6 of the vibration period, namely 0.0001 s. Other settings such as calculation methods use default settings.
Using Fluent software, the control differential equations were discretized with the finite element method. In this paper, solid modeling is completed with the Gambit software and then imported into software through the Fluent interface to calculate. The three-dimensional model is shown in Figure 1 . The origin of the model is the center of the crystal generator. The dimensions of the generator were 60 mm in height and 15 mm in diameter, while the dimensions of the casting mold were 100 mm in height and 50 mm in diameter. As shown in Figure 2 , the three-dimensional model was a meshed hexahedron [19] , whereas the z-axis was the vibration direction of the crystal generator. Since the cooling conditions and shape of the casting mold were symmetrical along the y-axis direction, the temperature and flow fields formed symmetrical distribution. Four surfaces were selected as the research and analysis objects. As shown in Figure 2 , the three-dimensional model was a meshed hexahedron [19] , whereas the z-axis was the vibration direction of the crystal generator. Since the cooling conditions and shape of the casting mold were symmetrical along the y-axis direction, the temperature and flow fields formed symmetrical distribution. Four surfaces were selected as the research and analysis objects.
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Results and Discussion

Temperature Field Distribution
The driving force of the liquid metal was the degree of undercooling on the cooling surface of the crystal generator. Different representative degrees of undercooling were selected in this paper. After the simulation of Fluent software, the distribution of the temperature field was expressed by a post-processing module. According to the established model, the temperature field distribution in ferrite stainless steel Cr17 with different degrees of undercooling and vibration frequencies was simulated. The temperature field distributions of four surfaces with different degrees of undercooling and vibration frequencies (the amplitude is 0.20 mm) at 0.10 s and 1.50 s are shown in Figures 3 and 4 .
It can be seen from Figures 3 and 4 that the temperature field presented symmetrical distribution along the vibration direction of the nucleus generator and the effect of frequency on the temperature field was less than the degree of undercooling, which was almost negligible. Among the three frequencies, the temperature diffused fastest under the condition of 1000 Hz. The effect of the degree of undercooling on the temperature field is discussed below at a constant frequency of 1000 Hz. Through the heat transfer analysis of the ferritic stainless steel casting and the crystal nucleus generator, the temperature field was outwardly diffused by a positive temperature gradient. The direction of movement of the solid-liquid interface during solidification was opposite the direction of heat transfer. The degree of undercooling was 540 K, the temperature near to the crystal nucleus generator was 1700 K, and the temperature at the edge was 1810 K at the time of 1.5 s. The core and edge temperature difference of the crystal nucleus generator was 110 K when the degree of undercooling was 1040 K. The temperature near the crystal nucleus generator was 1590 K and the temperature at the edge was 1800 K at the time of 1.5 s, and the core and edge temperature difference of the crystal nucleus generator was 210 K. At this time, the melt partial region was in the solid-liquid two-phase region, and a small temperature gradient was favorable for simultaneous nucleation in the melt. Thus, it is beneficial to the growth of equiaxed crystals when the degree of undercooling is 540 K. At the initial stage of solidification, the isotherm perpendicular to the vibration direction was circular and then gradually became elliptical as the solidification progressed. This is because the cooling strength of the surface of the crystal nucleus generator and the inside of the melt was different. The overall change law of the temperature field was studied at a frequency of 1000 Hz and a 540 K degree of undercooling. The temperature perpendicular to the vibration direction was lower than the vibration direction, and the liquid phase in the vibration direction was in an overheated state and could not be nucleated. As the solidification progressed, the overheated zone gradually decreased, which was beneficial to the growth of equiaxed crystals.
In order to rapidly form a large number of grains on the surface of the crystal nucleus generator inserted into the liquid metal, and to ensure that the grains can be continuously ejected into the liquid metal, the degree of undercooling between the surface of the crystal nucleus generator and the liquid metal must be appropriate. Otherwise, when the surface of the crystal nucleus generator is completely covered by the growing nucleus, then a complete solidified shell is formed, and the nucleation rate of the non-spontaneous nucleation on the surface of the crystal nucleus generator is zero. A schematic diagram of the different frequency solidification processes under a degree undercooling of 540 K is shown in Figure 5 .
The label value on the left side of Figure 5 is the liquid fraction, indicating the degree of solidification. It can be seen from Figure 5 that the solidified shell is first generated in the direction of vibration, then is generated perpendicular to the direction of vibration, and finally diffuses to the surroundings to form a closed shell. As the frequency increases, the liquid fraction around the crystal nucleus generator gradually increases, which effectively inhibits the formation of solidified shells. Figure 6 shows the solidification process when the degree of undercooling is 1040 K and the frequency is 1500 Hz. It can be clearly seen in Figures 5 and 6 that the main factor affecting the formation of the solidified shell is the degree of undercooling rather than the frequency. A low degree of undercooling Crystals 2019, 9, 174 6 of 13 can prevent solidified shells from forming rapidly on the surface of the nucleus generator, thereby promoting the release of the grains.
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Flow Field Distribution
Fluid flow leads to the transportation of heat and matter, which ultimately has an important impact on the microstructure and properties of materials. The flow of liquid metal is greatly enhanced by mechanical vibration, which reduces the temperature gradient and helps to eliminate overheating. The stripping of the grains under vibration conditions largely depends on the magnitude of the vibration frequency. In this paper, the vibration frequency is used as the simulation control parameter to study the microscopic mechanism of the solidification process. The best degree of undercooling is 540 K, as determined by analyzing the above temperature field. The following analysis of the flow field was carried out under a constant degree of undercooling at 540 K to obtain fluid motion characteristics. Figure 7a -c are vector graphs depicting the velocity regarding ferrite stainless steel liquid metal during solidification at different frequencies. It can be seen from Figure 7 that there was a small recirculation region around the crystal nuclear generator; with the increase of frequency, the rotation velocity in the section increased correspondingly. The trend of the fluid field was studied at a frequency of 800 Hz; the fluid velocity near the crystal 
Fluid flow leads to the transportation of heat and matter, which ultimately has an important impact on the microstructure and properties of materials. The flow of liquid metal is greatly enhanced by mechanical vibration, which reduces the temperature gradient and helps to eliminate overheating. The stripping of the grains under vibration conditions largely depends on the magnitude of the vibration frequency. In this paper, the vibration frequency is used as the simulation control parameter to study the microscopic mechanism of the solidification process. The best degree of undercooling is 540 K, as determined by analyzing the above temperature field. The following analysis of the flow field was carried out under a constant degree of undercooling at 540 K to obtain fluid motion characteristics. Figure 7a -c are vector graphs depicting the velocity regarding ferrite stainless steel liquid metal during solidification at different frequencies. It can be seen from Figure 7 that there was a small recirculation region around the crystal nuclear generator; with the increase of frequency, the rotation velocity in the section increased correspondingly. The trend of the fluid field was studied at a frequency of 800 Hz; the fluid velocity near the crystal nuclear generator was 0.576 m/s and the edge velocity was 0.00184 m/s. It was concluded that 
Fluid flow leads to the transportation of heat and matter, which ultimately has an important impact on the microstructure and properties of materials. The flow of liquid metal is greatly enhanced by mechanical vibration, which reduces the temperature gradient and helps to eliminate overheating. The stripping of the grains under vibration conditions largely depends on the magnitude of the vibration frequency. In this paper, the vibration frequency is used as the simulation control parameter to study the microscopic mechanism of the solidification process. The best degree of undercooling is 540 K, as determined by analyzing the above temperature field. The following analysis of the flow field was carried out under a constant degree of undercooling at 540 K to obtain fluid motion characteristics. Figure 7a -c are vector graphs depicting the velocity regarding ferrite stainless steel liquid metal during solidification at different frequencies. It can be seen from Figure 7 that there was a small recirculation Crystals 2019, 9, 174 9 of 13 region around the crystal nuclear generator; with the increase of frequency, the rotation velocity in the section increased correspondingly. The trend of the fluid field was studied at a frequency of 800 Hz; the fluid velocity near the crystal nuclear generator was 0.576 m/s and the edge velocity was 0.00184 m/s. It was concluded that compared with other parts of the melt, the tangential velocity gradually decreased from the center to the edge. The existence of rotating tangential velocity of liquid metal can effectively promote the formation of dendrite during solidification, which is beneficial to the growth of equiaxed crystal and the formation of a uniform solidified billet shell. The flow field distributions with different frequencies (the amplitude is 0.20 mm) at 0.10 s and 5 s are shown in Figure 8 . As shown in Figure 8 , the flow field exhibited a heart-shaped distribution and spread gradually outward. At the beginning of solidification, the larger velocity was concentrated around the nucleus generator. With the increase of frequency, the velocity increased and the diffusion was faster. At the same frequency, the average velocity and the maximum velocity perpendicular to the vibration direction were both larger than the vibration direction, which shows that the melt fluidity perpendicular to the vibration direction was superior to the vibration direction. Intensive convection can cause the dendrite to break, thereby promoting the formation of equiaxed grains. Therefore, the slow field perpendicular to the vibration direction was more conducive to the formation of equiaxed crystals. Figure 8 , the flow field exhibited a heart-shaped distribution and spread gradually outward. At the beginning of solidification, the larger velocity was concentrated around the nucleus generator. With the increase of frequency, the velocity increased and the diffusion was faster. At the same frequency, the average velocity and the maximum velocity perpendicular to the vibration direction were both larger than the vibration direction, which shows that the melt fluidity perpendicular to the vibration direction was superior to the vibration direction. Intensive convection can cause the dendrite to break, thereby promoting the formation of equiaxed grains. Therefore, the slow field perpendicular to the vibration direction was more conducive to the formation of equiaxed crystals.
velocity perpendicular to the vibration direction were both larger than the vibration direction, which shows that the melt fluidity perpendicular to the vibration direction was superior to the vibration direction. Intensive convection can cause the dendrite to break, thereby promoting the formation of equiaxed grains. Therefore, the slow field perpendicular to the vibration direction was more conducive to the formation of equiaxed crystals. The grains distribution at different frequencies is shown in Figure 9 . The scale on the left indicates the length of the grains' suspension time. The flow characteristics of the melt affect the trajectory of the grains. The grains' trajectories of different frequencies are shown in Figure 10 , and the path is colored by the particle ID in the software. Since the selected degree of undercooling satisfies the critical nucleation undercooling required for nucleation, the grains can be produced. It can be seen from Figure 9 that the grain distribution trend is the same at three frequencies, first concentrated in the vicinity of the nuclear generator, and then mainly concentrated at the lower end of the melt due to the serious natural convection phenomenon caused by gravity. Due to the forced convection caused by the vibration, the grains then moved to the surface of the melt as the fluid moved, and finally reached a uniform distribution. When the lower frequency was 800 Hz, the impact force of the crystal nucleus generator was insufficient to uniformly distribute the crystal grains, causing them to appear in an agglomerated form in some regions, and the time to achieve uniform distribution increased. When the higher frequency was 1500 Hz, it can be seen from Figure 10 that the increasing frequency resulted in a more complex fluid trajectory, and the convection was more severe. Combining this with the flow field analysis results, the velocity around the nucleus generator was too large, and liquid vortexes were easily formed under excessive fluid motion, which easily allowed in gases and impurities so the time for the grains to reach uniform distribution increased. To draw a conclusion from the discussion, the uniform distribution of grains can be achieved at three different frequencies of vibration, but the time required for uniform distribution decreases first and then increases with the increase of frequency. more severe. Combining this with the flow field analysis results, the velocity around the nucleus generator was too large, and liquid vortexes were easily formed under excessive fluid motion, which easily allowed in gases and impurities so the time for the grains to reach uniform distribution increased. To draw a conclusion from the discussion, the uniform distribution of grains can be achieved at three different frequencies of vibration, but the time required for uniform distribution decreases first and then increases with the increase of frequency. 
Conclusions
The simulation results show that the effect of the degree of undercooling on temperature field distribution is greater than that of vibration frequency, and a low degree of undercooling can prevent solidified shells from forming rapidly on the surface of the nucleus generator. The temperature perpendicular to the direction of vibration is lower than that in the direction of vibration. The effect of vibration frequency on the flow field is obvious; the tangential velocity near the nucleus generator is higher than that in other regions, and it increases with the increase of the vibration frequency. The uniform distribution of grains can be achieved at three different frequencies of vibration, but the time required for uniform distribution decreases first and then 
The simulation results show that the effect of the degree of undercooling on temperature field distribution is greater than that of vibration frequency, and a low degree of undercooling can prevent solidified shells from forming rapidly on the surface of the nucleus generator. The temperature perpendicular to the direction of vibration is lower than that in the direction of vibration. The effect of vibration frequency on the flow field is obvious; the tangential velocity near the nucleus generator is higher than that in other regions, and it increases with the increase of the vibration frequency. The uniform distribution of grains can be achieved at three different frequencies of vibration, but the time required for uniform distribution decreases first and then increases with the increase of frequency. The distribution speed of grains is the fastest when the frequency is 1000 Hz.
Under the conditions of the degree of undercooling at 540 K and a vibration frequency of 1000 Hz, the optimum area for equiaxed crystal formation is the region perpendicular to the vibration direction of the nucleus generator, which not only has enough crystal grains but also satisfies the degree of undercooling condition for growth. 
